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Aunoramus: 11 MomeTMpoBaHUs Mpoliecca MPecCOBaHUS TMOJBIX MPpoduieil U3 aJIOMIUHUEBBIX CIJIABOB MCITOIB30BaHbBI pa3paboTaH-
HblE paHee aJrOPUTMbI TPOEKTUPOBAHUSI TPECCOBOrO MHCTPYMEHTA U MporpaMMHbIi KomIuieke «QForm». Llenbio mpoBeneHHbBIX MC-
cJIeJOBAaHUi SIBJISIIOCH MOBBIILIEHUE KayeCcTBa U CHUXEHUE CPOKOB MPOEKTUPOBAHUS MPECCOBOr0 MHCTPYMEHTA AJISl TPOMBIIIIEHHBIX
YCJIOBMIT TPOM3BOACTBA NpoduiIeil 13 aJTIOMUHUEBBIX CIJIaBOB. [IpensioXeHbl HOBasi METOIMKA MTPOEKTHUPOBAHN ST KOMOMHUPOBAHHOTO
WHCTPYMEHTA U TEXHOJOTUH JIJIsI TIOJTYHETIPEPHIBHOTO MIPECCOBAHMSI CO CBAPKOU MOJIBIX MTPOdUIeii N3 aIIOMUHUEBBIX CIIJIABOB C TOMOIIBIO
MPOrpaMMHOro KoMIuiekca «QForm», KOTOPBIii TO3BOJISIET B JUAJIOTOBOM PEXMME ONIEPaTUBHO MPOBOAUTH MHOTOBApUAHTHBIE PACUYETHI C
MOCJIEYIOILEH, €CITM HEOOXOAMMO, KOPPEKTUPOBKOI TEXHOJIOTUYECKUX apaMETPOB TPECCOBAHUSI U TeOMEeTPUU UHCTpyMeHTa. Co3naHbl
QJITOPUTM M ITPOLEAYPBI TPOCKTUPOBAHU I, KOTOPBIE TaI0T BO3MOKHOCTD BBITTOJTHUTH YePTEXK IMOJTOr0 MPOGMUIISI, OCYIIECTBUTH TEXHOJIO-
TUUYECKHUE PACUCTHI TApaMeTPOB ITPECCOBAHUS U BHIOOP TOPU30HTATBHOTO TUAPABINIECKOTO ITpecca, CIIPOeKTUPOBATh MATPUILY U pacce-
KaTeJib, IPOBECTU MPOYHOCTHBIE PACUETHI, OMPEACTUTh CUJIOBYIO 3aTPy3Ky 000PYIOBaHUSI U MOJATOTOBUTH PA00OYHE YEPTEXK U TPECCOBOrO
uHCTpyMeHTa. LTSl MpoBepKU paboTOCIOCOOHOCTH pa3paboTaHHON METOAMKHY TTPOEKTUPOBAHUSI TPUBEIEH MPUMEp €€ pealn3alnu AJsi
OJTHOT'O M3 TUTIOBBIX IMOJIBIX TPOGUIIEH, M3rOTaBINBAECMOTO B TPOMBIIIJICHHOM ITPOU3BOACTBE. PacCMOTPEHO MPOEKTUPOBAHME IBYX Bapy-
AHTOB IPECCOBOr0 MHCTpyMeHTa. C MOMOIIBIO MOJETMPOBAHUS C UCTIONb30BaHUeM mporpaMMbl «QForm Extrusion», mpegHazHauyeHHOU
IUJIsI aHAJIN3a TIPOLIECCOB MPECCOBAHMSI, YCTAHOBJIEHO, UYTO MEPBBIil BADUAHT KOHCTPYKIIMY MHCTPYMEHTA MPU 3aJaHHBIX TEXHOJOTHUYE-
CKMX MapameTpax MU reoMeTpUM KaHaJoB paccekaTessi U MAaTPpULbl MPUBOIUT K HEPaBHOMEPHOCTU UCTEUEHUS Pa3IUUYHBIX JIEMEHTOB
nmpoduis u TemrepaTyp. B pe3ynbraTe MpoBeAeHHON KOPPEKTUPOBKY IMapaMeTPOB MHCTPYMEHTA YIaJIOCh TOOUTHCS TTPSIMOTUHEHOCTH
BBIXO/Ia TPOGUIIS U3 MATPUILIBI U PABHOMEPHOCTHU paCIpe/ieSIeHUsT TEMTIEpaTyp 1o ero cedyeHuo. [IpoMbIlieHHOE OMTpoOOBaHUE CIIPO-
€KTUPOBAHHOTO MHCTPYMEHTA Ha TUIPABIMYECKOM TOPU3OHTAIBHOM Mpecce ¢ ycuaueMm 33 MH s npeccoBanust mpodusist U3 crijiasa
6063 mokasaJjo, 4YTO CyIIECTBEHHOU TOpabOTKU MATPUILIBLI U paccekaTesist He Tpebyercst. C mIpUMMeHEHUEM MPEII0KEHHOW KOHCTPYKIIM U
MIPEeCCOBOr0 MHCTPYMEHTA MOJYyYEHBI TAPTUM MPOLYKIIMU, COOTBETCTBYIONICH TPeOOBAHMSIM ACHCTBYIOIIMX TEXHUUECKHUX YCIOBUIA, TIPU
3TOM CPOKH MTPOEKTUPOBAHU S ITPECCOBOr0 MHCTPYMEHTA COKPAIIEHBI TPAKTUYECKH B 2 pasa.

KuioueBbie cii0Ba: a1lOMUHUEBbIE CIJIABBI, MOJbIe MPOdUIN, TPECCOBAHUE, TOPU3OHTAIbHBIN THAPAaBINYECKUIl Tpecc, KOMOMHUPOBAH-
HBIIf UHCTPYMEHT, TEXHOJIOTMYECKUE pacYeThl, METOAMKA W MTPOLENYPbl TPOECKTUPOBAHUSI.
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Abstract: In order to simulate the pressing of hollow profiles made from aluminum alloys, the previously developed design algorithms for
the pressing tool and the QForm software were utilized. The objective of this study was to enhance the quality and decrease the design time
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intervals for pressing tools used in the industrial production of aluminum alloy profiles. A novel design procedure for a combined tool, along
with the technology of semi-continuous pressing with welded hollow profiles made from aluminum alloys, was proposed. This was achieved
using the QForm software, which enables efficient calculations and adjustments of pressing parameters and tool geometry through a dialog
interface. The developed algorithm and design procedures enable the drawing of hollow profiles, technological calculations of pressing
parameters, selection of a suitable horizontal hydraulic press, matrix and splitter design, determination of strength parameters, assessment
of equipment load, and preparation of working drawings for the pressing tool. In order to validate the effectiveness of the design procedure, it
was applied to typical hollow profiles fabricated on a commercial scale. Two variations of the pressing tool design were examined. Simulation
results obtained from QForm Extrusion software, specifically designed for pressing analysis, revealed that the initial design of the tool, with
predetermined technological parameters and geometry of the splitter and matrix channels, resulted in uneven flow of profile elements and
temperature distribution. However, by adjusting the tool parameters, it was possible to achieve a straight profile exit from the matrix and a
uniform temperature distribution across its cross section. Industrial verification of the designed tool, utilizing a 33 MN hydraulic horizontal
press for pressing profiles made from alloy 6063, demonstrated that significant modifications to the matrix and splitter were not necessary.
By employing the proposed pressing tool design, batches of products were successfully manufactured in compliance with the required technical
specifications, while reducing the design time intervals of the pressing tool by approximately 50 %.

Keywords: aluminum alloys, hollow profiles, pressing, horizontal hydraulic press, combined tool, technological calculations, design methods
and procedures.
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BBenenue

OCHOBHBIM METOHOM ITOJIYUYCHUS ITOJBIX ajfo-
MUHUEBBIX Mpoduiieil B HaCToOsIIee BpeMs SIBJs-
eTCs TpOoIecC MOJYHEMPEePhIBHOIO IPECCOBAHUS C
NMpUMEHEeHUEeM KOMOMHMPOBAHHOTO WHCTPYMEHTA
[1—7]. IlpeccoBaHue npodueii co cBapKoil B ouare
nedopManum BeAyT yepe3 KOMOMHUPOBAHHBINA MH-
CTPYMEHT, COCTOSIIINIA M3 MAaTPUIBI, POPMHUPYIOMICIA
HapyXXHBI KOHTYp Mpoduiisi, U paccekarenas, Ko-
TOPBIN HEMOCPEACTBEHHO (DOPMUPYET ero BHYTPEH-
HU KOHTYp. I1o Xomy IIpeccoBaHMS 3ar0TOBKA, ITO-
MEIIeHHass B KOHTEWHep, pa3faeasieTcsl ¢ MOMOIIbIO
paccekaresisl Ha HEeCKOJIbKO ITOTOKOB MeTaJljia, KOTO-
pble HampaBJISIOTCS B CBAapHYIO KamMepy W IOCJe ee
3aIl0JTHEHU I CBAapUBAIOTCS MO AEUCTBUEM BBICOKMX
TeMIIepaTyp W JaBJICHUS B IOJBINA ITpoUiIb Tpedye-
MOTO CEYEeHMUSI.

B nporecce npeccoBaHus paBHOMEPHOCTb CKOPO-
CTelt MCTeUeHUS Pa3IMYHBIX DJIEMEHTOB IPOQUIIS U3
MaTpUIIBI UMEET OOJIbIIIOC 3HAYCHUE IJISI TTOJTYUCHUST
KauyecTBeHHOro mnpecc-uzaenus. Eciau ckopoctu me-
peMeIIeH S 3JIEMEHTOB MPO(MUIIS CYIIeCTBEHHO pa3-
JIMYAIOTCSI, TO MOTYT HaOJIfomaThbCcsl TaKue Ae(EeKTHI,
KaK CKpyuyuBaHHUe, BOJHA, Mporud, 6ouka, KOTOphIe
WHOTIa HEBO3MOXHO YCTPAHUTH JaXe MOCICIYIOIIe
MMpaBKoOil pacTskeHreM. [1o3ToMy OIHOI M3 BaXKHBIX
3aJady MpU MNPOEKTUPOBAHUM TMPECCOBOTO HMHCTPY-
MEHTa SIBJISICTCSI TAKOE PACIIONIOXKEHUE MpOoduIsa Ha
3epKaJjie MaTpUIlbl U TTpaBUJIbHOE Ha3HaueHue pado-
YUX MOSICKOB TOPMOXEHHUSI Ha pa3IMUHBIX yyacTKax,
KOTOopble oOecrneuyuBaid Obl MPSIMOJUHEHHBIN BbI-
XOJI Tipecc-u3zenus u3 Matpuilbl. Hapsnoy ¢ 3amaueit
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TMOBBIIIEHNUSI KadecTBa Mpoduieii U3 aJTIOMUHUEBBIX
CIIJITaBOB HEOOXOAMMO pelllaTh U BOIIPOCHI ITOBBIIIIE-
HUS IIPOU3BOAUTEIBHOCTH MX IIpOon3BoAcTBa. Hanbo-
JIee TIepCIeKTUBHBIM HaIlpaBJICHUEM JIJTST TTOBBIIIICHU ST
MPOM3BOAUTEIBHOCTH OCTAETCs YMEHbIIIEHUE CPOKOB
peanu3alny 3aKa30B ITOCPEICTBOM COKPAIICHMS ITPO-
CTOEB U BPEMEHM Ha BCeX ITPOM3BOACTBECHHBIX Iepe-
nenax, ObICTPOl mepeHalaaKy 1 3aIlycka IMOBTOPHBIX
onepaiui.

HccnenoBanusiM B 06acTy NpeccoOBaHUS MOCBSI-
1meHbl MHorue pa6otsl [§—20]. OmHako A0 cUX TOp
HeT pabOTOCIIOCOOHON METOOUKM M IIPOrPaAaMMHOTO
obecrieueHUS IJIST TMTPOCKTUPOBAHUS MHCTPYMEHTA U
TEXHOJIOTMU TOJYHENPEPbIBHOIO IMPECCOBaHUS IIO-
JIBIX TIpOUIICH 13 aTFOMUHUEBBIX CIIJIABOB C MCITOJIb-
30BaHNEM KOMOMHMPOBAHHOIO MHCTPYMEHTA.

AHaIu3 HAyYHO-TEXHUYECKOW JTUTEPaTyphbl MOKa-
3aJI, YTO HanboJee MPUOIMKECHHOU K TPAKTUISCKOMY
npumeHeHu o gBiasieTcd nporpamma CAITP INPRESS
[21], mpencTaBasiowast coooii makeT U3 4 MOACUCTEM,
Kaxkaast M3 KOTOPBIX BKJIFOYAET KOMILICKC ITPOIICHY]
pacdeTa M MPOEKTUPOBAHUSA, 00ECIIEYNBAIOIINX TTOI-
TOTOBKY IOKYMEHTALIMU [JIs1 peau3aliui BhIOpaHHO-
ro TeXHOJornuecKoro mpoiecca. [Ipu aToM Hapsoy ¢
TOJCUCTEMOM MTPOCKTUPOBAHUS CIUIOIIHBIX ITPOdU-
JIel U3 aJIOMUHUEBBIX CIJIaBOB, KOTOpasi MO3BOJISET
paccuMTaTh KaJauOpyIoIIde MOSICKA W IOATOTOBHUTH
YepTexXW MaTpHll, (popKamep, MOAKIATOK U IPYyTUX
BUJOB IIPECCOBOTO MHCTPYMEHTA, a TAKKe ONPEaeIUTh
CHUJIOBBIC YCJIOBUS U BBIOPATh 00OPYIOBaHME MJIS TIO-
JIYHETIPEPBIBHOTO ITPECCOBAHUS aTIOMUHUEBBIX CITJIa-
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BOB, MMEETCS IOJCHCTEMA MPOEKTUPOBAHUS IIpec-
COBOT'O MHCTPYMEHTA U TEXHOJIOTUU IJIsI MOJYUYCHUS
moJieIX mpodrreit. OMHAKO OHA He HaIllJIa IIHUPOKOTO
WCTIOJIb30BaHUS U3-32 HEOOXOAMMOCTHU BBITIOJTHEHU ST
CJIOXKHBIX TIPOLEAYP MPU MPOSKTUPOBAHUU MATPUIILI
U pacceKaTessl, KOTOpble HEBO3MOXHO (hopMain30-
BaTh U TIEPEBECTU B aBTOMATU3WPOBAHHBIN BapUaHT
peanuzauuu. [ToaTomy 10 cux mop Ajasl MPOEKTUPO-
BaHMS KOMOMHMPOBAHHOIO MHCTPYMEHTA Ha 3aBOJAX
MMPUMEHSIIOT WHTEPAKTUBHBIN TTOIXOI, OCHOBAHHBIMU
Ha OMBITE CHELUATUCTOB (KOHCTPYKTOPOB 1 TEXHOJIO-
TOB) B 3Toit odmactu [22—25].

BwMmecTe ¢ Tem B TIoceiHee BpeM S JIJIST MOZIETMPOBa-
HUS TIPOLIECCOB IIPECCOBAHUS MOSIBUIACh IIpOrpaMMa
«QForm Extrusion» [26] (kommanus «KBanTopdopm»,
r. MockBa), KoTopasl 0a3upyeTcsl Ha METOJIe KOHEUHbIX
ayieMeHTOB. Ee mpenmyllecTBaMu sIBJIsSETCS TO, UTO
OHa TIO3BOJISIET ITPOMOIEIMPOBATh TEUCHNE MeTallia
IPY MPECCOBAHWM M OICHUTH KauyecTBO Mpoduieit
[27; 28], yuyecTb BAUsIHUE AeOopMallMM UHCTPYMEHTa
Ha XapaKTep UCTeUeHUS pous, a TaKXKe YCKOPUTH
IIPOIIECC PACYETOB IO CPABHEHMIO C IPYTUMHU MU3BECT-
HbIMU KoMmruiekcamu (Hanpumep, DEFORM 3D). BTo
TaeT BO3MOXKXHOCTH OTIEPAaTUBHO IIPOBECTU HECKOIBKO
BapMaHTOB pacyeTa M 3HAYMTEJbHO COKPATUTh BpeM s
Ha MPOEKTUPOBAHME U OCBOEHUE MHCTPYMEHTA.

Llerbio pabOTHI SIBJISIOCH MOBHIIICHNE Ka4ecTBA 1
CHUXXEHNEe CPOKOB MTPOEKTUPOBAHUS TIPECCOBOTO MH-
CTPYMEHTA J1Jis1 IPOMBILIJIEHHBIX YCIOBUI MPOU3BO/I-
cTBa IIpoduIIeil n3 aJIOMUHUEBBIX CIIJIABOB C UCIIOJIb-
30BaHUEM MTPOTpaMMHOTro Komruiekca «QFormy.

MeToauka npoeKTUPOBAHU S

B 1enom, MeToauMka MpOEKTUPOBAHUS M pacyeT
TEXHOJIOTUM IIPECCOBAHUs IOJbIX Hpoduiieii uacH-
TUYHBI METOIMKE MPOSCKTUPOBAHUS IS CILJIONITHBIX
npoduiieit [21] 1 BKIOYAIOT ClAeAYIOLIME TPOLEIYPbI:

1) bopMupoBaHMEe YepTeka HOpMaJIU IPOGUI:

— CcOo3/IaHue YepTeka HOpMaJu Mpohus;

— IpOBeJeHNe TUITOBBIX pacyeToB (IepuMeTpa,
TUIONIAAM, TMaMeTpa ONMMCAaHHONW OKPY>KHOCTHU
U T.I1.);

— corjlacoBaHue yepTexka HOpMaJiu ¢ 3aKa34u-
KOM;

2) TEXHOJIOTMYECKHE PacyeThl M BEIOOP OCHOBHBIX

rmapamMeTpoB ITPeCcCOBaHUS:
— Ha3HavyeHUe KO3 UIIMeHTa BITSIXKKU;
— MIpeaBapUTEIbHBIM pacdyeT CHUJBI IIPeCcCcoBa-
HUS ¥ BBIOOP THAPABIMYECKOTO Ipecca 1 KO-
JINYeCTBa KaHAJOB;
— pacueT IJIUHBI 3aTOTOBKU;

3) MpoeKTUPOBAHUE MATPUIHOTO KOMILJIEKTA:

— Ha3Ha4YeHME TIPUITYCKOB Ha pa3Mepbl MPOhUIs;
— pasMelrieHue TpoduIs Ha 3epKaJie MaTPUIIHL;

4) nmpoeKTUpOBaHUE paccekaTess (KapMaHOB, S3bl-
Ka, BXOJTHOM 001aCTH Ha pacceKaTesie U Ip.);

5) IpoeKTHUpOBaHNE MaTPUIIBl (CBApOYHOI Kame-
pbI, TIpeKaMepbl, Ha3HaYeHUe TOAPE3KU U yIJia Bbl-
XOJIHOM 30HBI U AP.);

6) MOBEPOUHBbIi MPOYHOCTHON pacuyeT U pacyer
KOHCOJIbHBIX 2JIEMEHTOB MHCTPYMEHTA;

7) Ha3HaUYeHUEe KaJIUOPYIOLIUX TOSICKOB MaTPUIIbI
U pacceKaTess;

8) mpoeKkTHpoBaHUE TOAKIAIKY, CICIITOAKIAIKN
U Ap.;

9) monTOoTOBKA PAOOUYMX YEPTEXKEH IMPECCOBOTO MH-
CTpYMEHTa;

10) pacyeT cubI IpeccoBaHUS U BEIOOD ITpecca.

IIpumeHeHMEe TaHHO METOIMKH TTO3BOJISIET CYyIIe-
CTBEHHO CHU3UTH CPOKH TIOATOTOBKHU ITPOU3BOICTBA U
00beM MeTajjia, UAYIIero Ha JopadboTKy MPecCcOBOTo
nHCTpyMeHTa (puc. 1), ¥, B KOHEYHOM CYETe, YMCHb-
IIUTh CEOECTOMMOCTH TOTOBOM TTPOMYKIINH.

Pe3yabraThl H HX 00CyKIAeHHE

[Mokaxkem wucrmosb30BaHUE TpeajaraeMoil MeTo-
JIUKH TTPOEKTUPOBAHUSI TIPECCOBOTO MHCTPYMEHTA Ha
MpUMepe OJHOTO U3 TUITOBBIX MpoduiIeil u3 aaoMu-

[IpoextupoBanue Hsrorosnenue [IpeccoBanue [Tomy4enue roqHoM NpOLYKIUH
(o 7 mHeit) (3040 muetr) (1-4 nust) (67 nueit)
JlopaboTka JlopaboTka
(mo 7 nueit) (mo 7 nueit)

Puc. 1. Cxema nociie1oBaTeIbHOCTH IIPOLIEAYP MPOEKTUPOB

AHUA UHCTPYMEHTA

¢ IPUMEHEeHUEM TTPOTPpaMMBbl KOMITBIOTepHOTO MojieupoBaHus «QForm Extrusion»

Fig. 1. Sequence of design procedures of the tool using QForm Extrusion simulation software
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Puc. 2. O6uiuii Bua npoduis u3s craasa 6063

Fig. 2. General view of profile from alloy 6063

HUeBoro cruiaBa 6063, oOLKMiA BUJ KOTOPOIO IIpe.-
craBjaeH Ha puc. 2. Ilpopusb nMeeT aBe MOJOCTU:
KBagpaTtHylo / (mepBasi 4acTh) U MPSIMOYTOJbHYIO 2
(BTOpas yacTh), TOJIIMHA CTEHKU paBHa 1,25 MM IO
BCEMY TEPUMETPY, a TJIOMIAb TTOTIEPEYHOTO CCUCHU ST
coctaBJsiet 450 Mm2.

IMocne co3maHUsa YepTeka HOPMAJM IJIST TIPECCO-
BaHU ObLT BBIOpaH npecc ycuauem 33 MH, npu stom
Ko dUIMeHT BHITSKKM cocTaBusl 106. B xadecTBe
HavaJbHBIX TEOMETPUICCKHMX ITapaMeTPOB M TEXHO-
JIOTUYECKUX YCITOBUI AJISI MOIEIUPOBAHUS TIpollecca
MpeccoBaHUs ObLIM 3aJaHbl CJEAYIOLIME: AUaMETp
KOHTeliHepa 247 MM; DUaMeTp 3aTOTOBKM (CIMTKA)
242 mMm; ee navHa 1000 MM; TeMmepaTypa 3aroTOBKU
450 °C; TemnepaTypa MaTpuuHoro komriekra 480 °C;
TemmiepaTypa KoHteifHepa 430 °C; ckopocTh mpecco-
BaHUA 2 MM/C.

B kauyecTBe rpaHUYHBIX YCJIOBUIA JIJISI pacyeTa Ha-
MIPSIKEHWM TPeHUS Ha KOHTAKTe MeTajjla C MWHCTPY-
MEHTOM Mcroib3oBaiu Gopmyiay A.H. Jlesanosa [26;
27]. Peonornyeckue M TeIJIOTEXHUYECKHE XapaKTe-
puctuku cruiaBa 6063 ObLIM MMIOPTUPOBAHBI U3
O6ubnuMoTeku mnporpaMMHoro kKomrmjekca «QForm
Extrusion».

MarepuaaoM IIpecCOBOr0 MHCTPYMEHTa ObLia
BbIOpaHa ctasib 4X5SM®C NOBBIIIIEHHON TEIJIOCTOM-
KOCTU B COOTBETCTBUU C TPEOOBAHUSIMU K HEMY TeX-
HUYECKHX YCIOBUI TOPSIECTO IIPECCOBAHUS, IIPU STOM
TBepAoCTh cocTaBisiia HRC = 55+38.

Ha puc. 3 nokazanbl 3D-monmenu MHCTpyMeHTa
IUIST BBIOpaHHOTO TIpOoGUJIs: TIepBasi UCIIOIb30Balach
JUISI MOIEIUPOBAHM S B KAYeCTBE UCXOIHOM (puc. 3, a),
a BTopag (puc. 3, 6) — nocje KOppeKTUPOBKHU I10 pe-
3yJIbTaTaM MOICINPOBAHUSI.

JvaMeTp KOMILIEKTOB cocTaBsia 340 MM, y Kax-
JIOTO paccekaresisi ObLIO 10 6 KapMaHOB, pa3jelisiio-
LIMX CIUJIOIIHYIO 3arOTOBKY Ha 6 MOTOKOB MeTaJlia,
KOTOpbIE Jajiee TO XOMY NBUXKEHUSI COCAUHSIJINCH B
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CBapHOM KaMepe M CBapWBaJINCh BOKPYT sI3bIKa pac-
cekaTessi ¢ oOpa3oBaHUeM 7 IIBOB MPOTSIKEHHOCTHIO
no Bcell AjauHe npoduas. Y BTOpOW KOHCTPYKLIUU
JUTsT o0ecTieueHU s OJMHAKOBOI'0 KOJIMYECTBA MeTasl-
Jia, IPOXOMSIIIEro yepe3 KapMaHbl B €IMHUILY BpeMe-
HHU, 00Ilas IIoImaah KaApMaHOB pacceKaTess Ha BXO-
Iie B Hero cocrasuia 11416 MM2. BoITsIKKa Ha BXOJIE B
paccekaresb OblJia CHUXeHa 10 4,2 e1., YTO MPUBEJIO K
YBEINYCHUIO CTOMKOCTH MHCTPYMEHTA Y CHUKCHUIO
CHJIBI IIPECCOBAHMSI.

Cosnas 3D-monens B «QExDD», mpoBoauau 1mo-
CTPOCHHME CETKH IJISI pacueTHOM 00JaCTH M MHCTPY-
MeHTa B mporpamme «QShape» (puc. 4). Moaenu
OIMUCHIBAJU (PUTYpaMU TPEYToJAbHONU (OPMBbI, KOJU-
YeCTBO KOTOPKIX IAJISI IEPBOI KOHCTPYKIINY COCTaBUIIO
825 ThIC. ByIeMeHTOB, a aJis1 BTopoit — 900 Thic. [Tocie
TMOCTPOEHMUSI CETKU MOJAEIU IepeMEeCTUIN B ITPOTrpaM-
My «QForm Extrusion», rie 3agaBajiyd OCHOBHbBIE TeX-
HOJIOTMYEeCKHME TTapaMeTphl TIpoliecca, peojornieckue
M TEMJIOTeXHWYECKKe CBOMCcTBa crjiaBa 6063, rpaHuny-
HBIC YCJIOBUS TPEHUS U TIPOBOIMIIN PACUYCTHI.

Ha puc. 5 mpencraBieHo pacmpenesieHue CKOpO-
CTeil Ha pa3IMYHBIX 2JeMEHTax Mpobus, MOJyUeH-
Hoe ¢ momoublo mporpamMmmbl «QForm Extrusion» ¢
IpUMEHEHNEM IIepBOil KOHCTPYKIIUM WHCTPYMEHTA.
BunHo, 4To cKOpoCTh KBaApaTHON 4YacTu Tpoduis
(gactu 1) paBHa 220 MM/c, TIpY 3TOM HET OTKJIOHCHU ST
OT mpsaMojanHeiHOCTH. OmHAKO CKOPOCTh IIPSIMO-
YIOJbHOTO y4YacTKa Mpoduis (4acTu 2) IpaKTUYECKHU
B 2 pa3a MEHbIIIe, YTO IPUBOIUT K Opaxy.

[Mpu ananm3e TeMmepaTypbl MeTajia Mo 3JIeMeH-
TaM rpoduis (puc. 6) ycTaHOBJIEHO, YTO B XOJI€ ITpec-
COBaHUS C TIpUMEHEHHWEM IIepBOTO BapMaHTa KOH-
CTPYKIIMK TIPECCOBOIO WHCTPYMEHTa TeMIleparypa
pacrpeaeieHa HepaBHOMEPHO U u3MeHsieTcst oT 520
10 570 °C. DTO MOXET IIPUBECTU K TEPMUYECKON nie-

Puc. 3. 3D-Moaenu npeccoBOro MHCTPyMEHTa

a — TIepBbIii BAPUAHT; 6 — BTOPOI BAPUAHT

Fig. 3. 3D models of pressing tool

a — the initial variant; 6 — the second variant
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Puc. 4. PazbreHune pacuyeTHOI 00J1aCTU Ha KOHEYHBIC 3JIEMEHTHI

a — J1J1 TIEPpBOro BaprMaHTa KOHCTPYKIUU MHCTPYMECHTA, 0 — st BTOPOTO BapuaHTa

Fig. 4. Subdivision of calculated region into finite elements

a — for the initial design of the tool; 6— for the second design of the tool

IlepBas yacTs

Bropas uacTe

-120
- -140
-160
180
-200

=220

Mawkc: 7.42772
Mun: -224,079

Puc. 5. PacrpeneneHue CKOPOCTEN 10 CeYEeHUIO MPOdUIIS 1151 IEPBOrO BapraHTa KOHCTPYKLIMU KHCTPYMEHTA

Fig. 5. Velocity distribution over the profile cross section for the initial tool design

dopManuu npodus, a Mpu BBICOKUX TeMIEpaTypax
Ha OTIEJbHBIX €0 yyacTKax — K MeperpeBy MeTajjia u
MOSIBJICHU IO TEPMUYECKUX TPEIIUH.

Pacuetsl HampsixeHHO-I1e(OPMUPOBAHHOTO CO-
CTOSTHUSI TIOKa3aju, YTO ymnpyras aedopMmanus WH-
CTPyMEHTAa JOCTUTaeT | MM IO OcH TpeccoBaHus, a
nporu6d pabouunx nosickoB — go *0,5 rpax. Bce atu
(hakTOphl MOTYT MPUBECTU K OBICTPOMY BBIXOIY U3
CTPOSI MATPUYHOTO KOMILJIEKTA 32 CYET U3HOCA pabo-
YUX TIOSICKOB, TMOSIBJIEHUST TpelUH U T.. [lombITKN

nopaboTaTh MepBOHAYAIbHYI0 KOHCTPYKIINIO MHCTPY-
MEHTa ITyTeM MOJEIUPOBAHU S 33 CUET U3MEHEHMSI BbI-
COTBI paboyero mosicka, CO3JaHUsT JOIMOJIHUTEIbHBIX
MPUTOKOB MeTajyla U T.M. He TIPUHECIN pe3yJbTaTa.
[TosTOMy OBIIO MPUHSATO pelleHHe 00 MCMOJb30Ba-
HUM [JISI MOIEIMPOBaHMS BTOPOrO BapuaHTa KOH-
CTPYKIIMM UHCTPYMeHTA (CM. puc. 3, 0).

Paguyc omucaHHOW OKPYKHOCTHU II0 BXOJIHBIM
KapMaHaM pacceKaTess TakKe ObLI paBeH 210 MM Tpu
IuaMeTpe KoHTeliHepa 247 MM, TeM caMbIM A¢(PEKTHI U
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Puc. 6. Pacnipenenenue reMmepaTyp no ajeMeHTaM Mpodus 1Jis IepBOro BapuaHTa KOHCTPYKIIMU UHCTPYMEHTA

Fig. 6. Temperature distribution over profile elements for the initial variant of the tool design

HEOAHOPOAHOCTh XMMUUYECKOTO cocTaBa [29; 30], Ko-
TOpbIe HAOIIOAAIOTCS B MepUepURHBIX CAOSIX CIUT-
Ka, He TMOoManaoT B IpoGUiIb, a OCTAIOTCSI B MEPTBBIX
30HaxX KOHTelHepa (puc. 7). BeicoTa s13bIKa pacceka-
TeJist ObliIa YyMEHbIIEeHa 10 16,5 MM, TO3TOMY YBEIUY M-
JIaCh XECTKOCTh KOHCTPYKIIUH, 3a CYCT YMECHBIICHU S
niaevya cHU3UICS MoMeHT cuibl. [lepermaag pabouumx
MOSICKOB MEXy MaTpuUIllell U paccekaTeaeM COCTaBUI
0,5 mM. CBapHas Kamepa u IIpeaKaMepa CTPOUINCH 1O
TaKOMY X€ aJTOpUTMY, UTO U JJIsI IEPBOIl KOHCTPYK-
LIMY MHCTPYMEHTA, IIPU 3TOM BbICOTa CBAPHOI KaMephl
¥ IIpeIKaMephl COCTaBUIIA 12 1 5 MM COOTBETCTBEHHO.
Tak Kak cBapHas Kamepa MocJje mepenpoeKTUPOBaHU S
“MeJla MEHbIIYIO TMJIoIIadb, MOXHO OBLIO OXHAATh,
YTO ¢ M3MEHEHMeM (OpPMBI KapMaHOB pacceKaTess
yBeJIMYMUJIACh CTOMKOCTh MHCTpyMeHTa. [lonpesky u
BBIXOJHYIO YaCTh MaTPUIIbl OCTaBUJIM TaKylo Xe, Kak
Uy IEpBOHAYAJIbHON KOHCTPYKIIMU UHCTPYMEHTa. Pa-
0ouure MOsICKM MaTpUIlbl U paccekartess: (puc. 8) Obl-
JIM CKOPPEKTUPOBAHbI C YUETOM HOBOI KOHCTPYKILIMU
KapMaHOB paccekaTels W (aKTHUUYECKONM T'€OMETPUU
nmpoduis, MOJy4YeHHOUW MPU UCTIOIb30BAHUY TIEPBOM
KOHCTPYKIIMU UHCTPYMEHTA.

Pesynpratel MomenmpoBaHMsS IIpollecca IIpecco-
BaHUS C TEMU K€ TEXHOJOTMUYECKUMMU TapamMeTpaMu

72

V,, mm/c

2,5

Puc. 7. Cxema hopMupoBaHUsI MEPTBBIX 30H B KOHTelTHepe
Tepes] BXOJOM B KapMaHbI pacceKaTest

Fig. 7. Schematic view of formation of dead zones
in container in front of input to splitter boxes
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Puc. 8. PaGouue mosicku MaTpuiibl (a) ¥ paccekaTtess (6)

Fig. 8. Working bands of matrix (@) and splitter (6)
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Mun: -220,402 —-2720

Puc. 9. Pacipenenenue ckopocTeii o ceueHuto mpoduist sl BTOPOTO BapruaHTa KOHCTPYKIIUY WHCTPYMEHTA

Fig. 9. Velocity distribution over the profile cross section for the second variant of the tool design

LTSI BTOPOTO BapMaHTa KOHCTPYKIIMU ITPECCOBOrO MH-
CTpyYMEHTa MpelacTaBjieHbl Ha puc. 9, 10.

AHau3 pe3yJbTaTOB MOJCIUPOBAHUST CBUICTE b-
CTBYET, YTO NMPUMEHEHME HOBOM KOHCTPYKLMU WH-
CTPYMEHTa 3HAYUTEJIbHO YJIydyllaeT PaBHOMEPHOCTb
WCTEeYeHUS] Mpoduasi, OIHAKO CKOPOCTh MeTalljia
MepBOii YacTU NPOduUIsi HECKOJbKO BbIIIE CpeIHEH
ckopoctu npoduis (cM. puc. 9). [ToaTromy mpu moce-
NYIOLLEM MOJAEIUPOBAHMY YMEHbLIUIN IIJIOIIAAb KBa-
IpaTHOM mosiocT KapMaHa (Ha 10 %) u BeIcOTy pabo-
Yyero nosicka. MojeinupoBaHue TeYEHUs MeTajlla IIpu
MPeCCOBaHUU C MCIOJIb30BaHUEM TMOCAeIHEe! KOH-

CTPYKLMU MHCTpyMeHTa (cMm. puc. 10) mokasaso, 4To
pacmpeaecHne CKOPOCTEH MO BCEMY CCUCHMIO ITPO-
st paBHOMEPHO (CKOPOCTH cocTapiisieT 212 MmM/c), a
9(hHEKTUBHOCTD €€ IPUMEHEHHU S Obla MOATBEepKAeHA
MMOJIYYEHHBIM paclipene/ieHrueM TeMIieparyp (puc. 11).
BunHo, uto pa3zdpoc Temnepatyp He npebiiiaet 10 °C,
a cpenHss TeMmIiepatypa npoguiis cocrtapaset 550 °C,
YTO COOTBETCTBYET TEXHOJIOTHMUYCCKUM TPEOOBAHUSIM
peaju3alnu Tmpolecca MoJyHemPepbIBHOTO MPEcco-
BaHWUSsI MOJIBIX ITpoduIIeii n3 criitasa 6063. 11s mpoBep-
KU1 pe3yJIbTaTOB MOIEJIMPOBAHUS B IPOMBIILICHHBIX
YCJIOBUSIX OTHOTO U3 METAJLTypPruieckux 3aBonoB PO
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Puc. 10. PacripeneneHre ckopocTeit o ceueHu o TPodUIIs 11T BTOPOTO BapraHTa KOHCTPYKIIMKA WHCTPYMEHTa
rocJe ee 10paboTK

Fig. 10. Velocity distribution over the profile cross section for the second variant of the tool design after its modification
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Puc. 11. PactipeneneHue TeMrepatypsl 1o 3JeMeHTaM TPOodUJIs 11T BTOPOTo BapuaHTa KOHCTPYKIIMKA NHCTPYMEHTa

Fig. 11. Temperature distribution over the profile elements for the second variant of the tool design
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Puc. 12. ledopmaninsi MHCTpyMeHTa (@) U MUHTEHCUBHOCTb HAIPSIXKeHU M (6)

Fig. 12. Tool deformation (a) and stress intensity (6)

Ha TOPU30HTAJILHOM THAPABINYCCKOM ITPECCe YCUITU-
eM 33 MH npoBoauau onbITHOE MPEeCCOBAaHUE TOJIBIX
mpoduieil yKa3zaHHBIX BBIIIE pa3MepoB M3 CILIaBa
6063. [1py 3TOM YyCTAaHOBJIEHO, YTO CPOKU MTPOEKTUPO-
BaHUSI KOMOMHUPOBAHHOIO MPECCOBOI'0 MHCTPYMEH-
Ta ¥ €ro OCBOCHUST CHUKEHBI ITPaAaKTUUECKU B 2 pasa,
a C WMCIIOJIb30BAaHUEM ITPEIJIOKEHHOW KOHCTPYKIIUU
MMPECCOBOI0 MHCTPYMEHTA IOJIYYeHbI MpoduIn Tpe-
OyeMoro KadecTBa.

Pesyaprarsl pacuera ynpyroit neopMalniy U WH-
TEHCUBHOCTU HaMNPsI>KEHU N, TTOJyYEHHBIE C TOMOIIbIO
«QForm Extrusion», moka3zaHsl Ha puc. 12. BunHo, 4To
WHCTPYMEHT TOABEpracTcsd 3HAUUTEIBHON YIPYTOM
nedopMaliiu BO BpeMsl IIPeCcCOBaHUS U Iporubdaercs
Ha 1 MM 10 OCH TIpecCOBaHMUSs, M3-3a YEro IIPHU BHICO-
KO MHTEHCHUBHOCTH HANPSKEHU B HEM MOTYT ITOSI-
BUThCS Ae(EKThl TUIIA TPEIIMH.

Ha ocHoBaHMM aHaIM3a 3TUX JaHHBIX MOICINPO-
BaHUS OBLJIO TIPUHSTO PEIICHUE MepelpOeKTUPOBATH
KaMepy Ha BXOJI€ B pacceKaTeb U YBEIUYUTh PaIuyChl
CKpYIJICHMSI pacceKaTessI, YTO IPUBEJIO K YMEHBIIIC-
HUIO HaTPYy30K Ha MHCTPYMEHT W CUJIBI IIPECCOBAaHMUS.

3akJoueHue

Takum o00pa3oM, BBIIIOJHEHO MOIEAUPOBaHNUE
IIpoliecca MpecCOBaHM S MTOJBIX ITPOMUIICH 13 aTFOMU-
HUEBBIX CIJIABOB C MOMOIIBIO ITPEIJIOKEHHOU METO-
VKU TPOEKTUPOBAHUS TMPECCOBOIO UHCTPYMEHTA C
HCITOJIb30BaHMEM MporpaMMHOro Komrjekca «QForm
Extrusion», 4TO MO3BOJMJIO UCKJIIOYUTH MOBTOPHBIE
OpabOTKM HOBBIX MATPUUHBIX KOMILJIEKTOB M3-3a
IIPOOHOI0 ITPECCOBAHMS TOCJIE WX M3TOTOBICHUS U
COKpaTUTh, TEM CaMbIM, CPOKHM 3amycka HOBOW HO-

MEHKJIaTyphl TIpoduieil B Tpon3BOACTBO. s mpo-
BEPKU pe3yJIbTaTOB MOACIMPOBAHUSI B IIPOMBIIIIICH-
HBIX YCJIOBUSIX OHOI'O M3 METAJIypruueCKUX 3aBOIOB
P® Ha TOpPM3OHTAJIBLHOM THIPAaBINYECKOM IIpecce
ycunaueM 33 MH mpoBeneHO ONBITHOE TpeccoBaHUE
MoJIbIX Tpodueit u3 criaBa 6063 (cMm. puc. 2). Ycra-
HOBJIEHO, YTO CYIIECTBEHHOI JOPaOOTKM MAaTPUIIbI U
paccekaTeis He TpeOyeTcsI, a ¢ IpUMEHEHUEM IIPeIJI0-
JKEHHOM KOHCTPYKLMHU IIPECCOBOr0 MHCTPYMEHTA 110~
JlydeHa TIPOMBIIIJIEHHAasT TPOMYKIIMSI, COOTBETCTBY-
foiasi TpeOOBaHUSIM JCHCTBYIOIIMX TEXHUYECKMX
YCJIOBU M.
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